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1. lName: Yoscow Tool Factory (Moskovski Inotrumentelny Zaved —
abbroviated MIZ).

2. Locgtion: 49 Bolshaya Semenovekaya Ulitsa in the Stalinski area
of HMogeouw.

3. Control: The factory cames under the Central Adminiztration for

Tool Industry of the Ministry for Machine Tool Construetion of the
US3R.

4o Cemunicationg: A special wide.gauge reilvay line connects the

factory with the loscow-iazan Rallway.

5, Higtorys The factory ves founded on its present site in 1619, The
main part in the organization of the factory was undertaken by
Aussians who had emigrated|  |where they hed worked in 50X1-HUM
the machine tool industry, and who rewurned to Russia after the
1917-1918 revolution. During the first two years the factory wes
nown ag the Russo-imeriecan Tool Factory and belonged to the
State Union of Moscow Factories. During its early years the factory
produced simple assenbling tools such ag pliers, pincers, screv-
drivers, and spauners of various typos. Subsequently more compli=~
ented tools were produced. These congiated chiefly of a fow hypas
of ordinary standardized assembling tools.

G, Now factory buildings ond shopa were eatablished in 1929, Production
 of cutbing snd meaguriag tools of & move intricatc naturc was comuenceda

Prior 4o the war the fuctory was turaing oub o groat wmber of taps
and dies, geuges, and broaches and milling cutters.

7, Tn Seoptomber 1941 the grouter part of the perscnnel and oguipment
was evacuated and the romaining part was reorganizad for tho pro-
Guotion of wer materiale Mechine tools and vther equipment wore
chlainod from Poctories in Mescow which ted not beon ovacustofe
New workers, including many women, Wore angagede Approximately
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30% of the total output of the factory conaisted of cutting tools and
megsuring instruments for war factories producing ammunition, arnament
and iransport. The factory produeced all necessary templates for the
panufacture of armunition, special combined cutter blocks (Golovka)
for machining shell erds and holes for threades, speciel three-toothed
rems for employment on mofeorcycle cams; and meass-produced milling
cuttors of dlameters up to 90 mm, 70% of the total output of the
factory consisted of articles connected with armament, which included
large scale rass~production of machine gun parts and also,to & lesser
extent, production of parts for artillery weepons. These parts wers
produced by an assembly line method (potochny sposob) which did not
require special quelifications on the part of the majority of workers
concerned,

3. 1In 1944 the factory started a gradual switching over to peacebime
production of tools which was canpleted early in 1946. The armorers
shop (oruzheyiny)s which was the largest shop, was converted. into a
broach shop (tsekh protyazhek). The shop which during the war pro-
duced measuring instruments for ammunition was converted into a

Conirol and Measuring Tools ard Ingtruments shop (tsekh kontrolino-
neritelnykh instrumentov 1 priborov). The switchover to peacstime
production necegsltated a congiderable amount of now egquipment and
the treining of workers in new gpeclalized duties. The new equimment,
which arrived gradually, was more modern than that previously used.
The present factory is to 21l intents and purposes s new factory, as
only the gite of the original factory and a few of the old worke:r's
romain., Very few of the evacuated workers returned, and then only
aftor obtaining special permlssion from the Ministry.

4o Produetion: The factory now memfactures the following:
8. OCutting toolg: cutlers, gountersinks, resmers, milling cutters
and broazhes. :

1) Cutting tools of mmerous types, shapes, and deslgn are pro=-
dueed., Thege ineclude shaping tools, cutiing tools with
hard alloy plates (hard alloy T15K 6, T 5 K10, VK 6, ete);
cutting tools of Kelly, Glisson, snd Harback tvpes; sheping
tools for méchining gears and worm milling cutliers, masg=
preduced special cutting tools for high-speed turning.

2) Counterginke and reamers of varlous types. The production
of resmers and countersinks is comparatively gnall compsred
with other tool factories.

3) Milling cutterg of mumerous bypes. These include the ¢ylin-
drieal type, face milling type, disc type, cotier (shponkul)ﬁo
type, assembled milling cuttebs with inserted teeth of big
speed cutting steel or with plates of hard alloys (1.e., 88~
sembled face milling cutters of from 30 to 500 mm, diemeter),
shaping cutters (1.e., for turbine blades of complicated
sectlons), end mills with a cylindrical or conical tail (1.0,
rough turning mills and finishing end mills for delivery to
works of the Ministry of Ways and Cormunications and Trans—
port Engineering for machining rellway engine main rods).
Cutting discs fitted with eight cutters, face mills for high-
speed cutbing which makes it possible to cut motal at the
rate of 230 meters per minute,

L) The broach ghop is the largest in the UWSR. First broaches
vere produced by the factory in 1938, The factory now pro-
duces flat tongue broaches, slot broaches, eylindrieal broaches,
outside broaches, shaping broaches, radius broaches, aquare
and hexshedral broaches,ete. The cutting teeth of some of
the broaches (i.e., tongue broaches) are fitted with hard alloy
plates for treatment of hard metals.
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5) Assembling broaches are masa~produced on a large scale.
Proaches are prepared in sizes varying from 5 — 170 mm,
in diameter. Scme of the broaches are very large. Ome,
for instance, is ebout 140 cm. long, weighs almeoat 140 kgs.,
and has 90 gizes of te-th. The teeth increase gradually by
0,07 mm. This broach makes a groove up to 5 em. deep 1n
one operation. During the last throe years the factory
has turned out 20 to 40 new types of broaches ennually.

b. Thresd cutting toola: dies, chasera, thread nilling cutters,
thread cutting tool holders. . ’

i) The production of dies, chagers, and thread milling cutters
ig amall compared with other large tool factories such as
the Mogecow Frezer Factory. llowever, the production of
pipe-threading and muff-threading cuttor blocks is of
considerable importence. From July 1948 to July 1949 the
factory produced 18 types of thread cutting blocks.

2) The factory has a special pipe threading chucks shop (¥sckh

' trubonareznykh patronov) which produces pipe-thresding,
puff=-threading, and muff-boring cirakks for the netallurgical
and oil industries for threading boring pipes, casing pipes,
ard pump and compressor pipes. These chueks cen treat
pipes end muffs of from 1.5 to 16 inches in diameter. Each
chuck can treat scveral sizes of pipes. Fer instance,a
muff-threading chuek ean treat pipes from 4 $0 13 inches
in diemeter. A pipe-threading chuck can treat pipes ofth a
diemeter from 9 -= 13 cnd 5 - 9 inches. It therefore
requires a small mumber of chucks to treat a large
mmber of pipes of varying diameters. Many chuecks are of
eomplieated design, welgh frem 1 to 2 tons, and ars com-
posed of 500 - 600 parts. In 1946 the factory commenced
mass production of the first plpe-threading cutter blocks
with flat dies for boring and threading pipeas of from 4
%o 8 inches diameter. The factory now produces 8 types of
thread~cutting chucks with round dies for conical threading
of pipes with dlameters from 1.5 to 16 inches (types T N
4 K, T N13 K, etc.) and for inside conical threading of
muffs (types M N 4 K, M N 8 K, M N 13 K,etc).

3) The factory slso produces special thread-cutting blocks of
" pandurko type for band threading of pipe ends for geologiecal
work, grinding cutter blocks for precisicn machining of
ingide surfaces of articles up to 1.5 meters long and with
dgiameters up to 120 mm, and combined turning cutter blocks
with cutters fixed with hard alloy plates.

4) The Chief of the Pipe-Threading Chucks shop,Englineer P, A,
Alpatov, and his assistant Engineer f. I. Li%eman,have
veceived o Stalin prize for dosipgping pipe~threoding cultor
bhlocks. In this they collaborated with Kartsey, an enginecr
of the Moseow Tool Factory Frezer and Deghbyarenko,an
engineer of the Central Administration for Tool Industry
of the Ministry for Machine Tool Construction of the USSR.
Kertsev and Degtyarenko also received Stalin prizes.

¢. Gear cutting tools: rams, worm milling cutters, gear chasers
* and sghavers.

1) Llarge shop No. 2, also knoun as the gear-cutting shop, -
produces the following tools: shaping gear milling cutters
for straipht-toothed, oblique-toothed, and chevron wheels;
vorm milling cutters for cylindrical and worm geared
wheels; worm milling cutters for treatment of special
profile surfaces by the rolling method (po metody obkatki)
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such g3 wern profile milling cutters for milling testh
of gears for reinhold chains, and worm nilling cutters
for eirenlar saws by the rolling method. The shop has
a special section, sitvated next to the cutting tool
gection, for the production of milling cutters. The
mumber of personnel in the gear-cutting shop 1is 256,

2) The factory specializes in the production of rams
{dolbyak). A large special section of the gear eutting
tcol shop has been alloited for this purpose, Rama
of various types are produced and used on gear slot—
ting machines, Rams include Pine modulo remg (0.4 ~
1.0 mm) for the production of geared wheels of small
Aiameter for the manufacture of preei«ion inatrmments.

3) Stalin prizes were awarded to the cinef enginecr of
the faclory, G. G. Tlver, chicf desipmer G. N. Sakharoev,
and senior engineer M. V., Vasilehuk for working out
design and technological processes for the production
of gear-cutding tools including fine module rams. In
1949 M. V. Vesilehuk joined the staff of the Central
Administration of the Tool Indusiry of the lMinistry for
Machine Tool Construction of the US5R.

4) Teil rems (khvostovol dolbyak), dise rams of 100 - 360
mm, diasmeter for the manufacture of geared whesls with
chevron gears, shavers of various types including vworm
shavers; multiple tool gear cutter blocks for girmltanecus
treatment of cylinder wheel gears, such as motor vehicle
geared wheels (all. gears are treated simultanecusly and
o6 eonsecutively, vhich greatly increases the speed of
production); multiple tool geer cutter blocks for conicel
wheels with oblique geers, gear cutting chasers in-
cluding MAAG type chasers.

d. Goniirol and meesuring ingtmmentg. For the production of
sonlrol and meaguring instruments the factory has a large
shop, subdivided into five sections (gouge section, thread
sauge section, flat gauge section, etcg. Special instruments
and apparatus include the following:

1) Mags production of evolvent meters, appliances for teating
tho profile of cylindrical wheel gears, eontrolling profiles
of eylindrical vheel geers with rectangular and spiral gears
of from 40 to 240 rm. diameter.

2) Mags production of appliances for testing gearsd whecls for
play and piteh, and of epplimnces for tosting radial plsy
of cylindrical geared whoels with straight and spiral gears.

3) Mass production of pabekinitser angle gauges for measuring
the front and reay sharpening angles of multlple blade
tools (milling cutters, reamers, ote) .

4) HYass production of appliances for tegting the front and
rear sharpening angles of broaches and rourd and stendard
cutters.,

5y Appliances for testing the front angles of round dies
(appliances deaigned by the Scientific Research Bureau of
Mutual Interchangeability).

6) Appliances for tosting the sharpening and elreular piteh
of worm milling cutters, ete.

The factory produces about 1,300 types of toolg and instruments.

ibout 85% of the factory output is by small scale masse production.
Value of cutput in 1948 was about 65,000,000 rubles.

CONFIDENTIAR

N M\ /coNTROL-TS OFFICIALS ONLY
Sanitized Copy Approved for Release 2011/01/06 : CIA-RDP82-00457R004300360011-7



Sanitized Copy Approved for Release 2011/01/06 : CIA-RDP82-00457R004300360011-7 _HUM

wusnd

; O,
AR /CONTROL-US OFFICTALS ONLY—RENT
CENTRAL INTELLIGENCE AGENCY

-5

e Pergommel. About 2,500 persons are working in the factory. Approx~
© Zﬂately 20% of them’are vemen, Some of the officials and professional

personnel are listed bolow:

Director, A. M, Simonov, who has been director since the war.
Crigf Fngduooxr, G, €, Dver {5iulin prise leuveste)
Chlef Dosligner, G, N. Sakharov {Stalin prize lauvsate)
Production Chief, 4. P, Vakhlamov
Secretary of Party Organization, V, A. Polyenski
Presiden’ of the Factory Committiee, V. G. Oganiyan
Head of the Pipe-threading Chuecks Shop, Engineer P, A. Alpatov (Stalin
: prize laureate)
Assistant to Alpatov, Engineer A. I. Libermen (Stalin prize laureate)
Hopd of the Broach Shop since 1945, Engineer 0. V. Spasskaya
Acting head of the Thermie Shop, Tngineer G, A. Kosovich
Head of the Heating Shop (teplotsekh), Engineer I. A. Kutgev
_Head of the Elsctrical shop, Engineer Loitger '
Head of Control and Measuring Instruments Shop, Engineer Pankow
Hoad of the Consumer Goods Shop (tsekh shirpotbrebs) producing toola
for agriculture, Engincer Shulte
Head of the Gear Cutting Shop, Engineer Yornakow
Head of the Chromium Flating Shop, Engineer Kosovich
Head of the Bhop for Non-Standardized Tools, Engineer Guryavov
Head of the Laboratory, Engineer Zhirovaya (actually in cherpe of Precision
Casting Seation)
Head of the Bureau for the Preparation of Production, Engineer
N, N. Makhson -
Head of the Tecchnical Section of the Factory, V. V. Zaitsev
Hzzd of ths Section for Labor and Wages, B. A. Bukhanevski
Chief of Supplies, Engineer Beasmertny )
" Engineer technologist, X, V., Kladova
Engineer technologist, Zercchiyeva
ingineer technologist, Semenov
Engineer technologist, Valentin Ivanov
Engineer technologist, Davydov
Senior engineer, Vedensysva
Senior enginesr, Ivanova

11i. Shifts worked: Work is econducted in three shifts of eight hours each
in almost @1l the factory shopas. )

1%, Disposal of Products. During the latter days of August deliveries
vere made to the followlng:

Leningrad Turbine Works ~ broaches for turbine blades.

Novosibirsk Tcol Faetory - broaches for the production of standard
toolsm.,

Yegoriyevsk Machine Tool Factory Komsemolets, which profuces =213 o
sloiting machine tools,

Kolemna Heavy Englnecring Works.

Moscow Low Capacity Motor Vehicle Factory.

Avigtlon Factory at Molotov.

Machine Tool Factory i/n Ordzhonikidze.

Locomotive Works at Bezhitsa.

Minigtry for 011 Industry.

Minlstry for Geology, and others.

18 The Thermic Shop is a large shop with furnaces for tool hardening.
Fuornaces work day and night,

14, Precise billets for tools are cast in the Preclsion Castings Section.‘
Thia method of casting has reduced the smount of machining required
by almost half, '
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